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grain, and shall possess a tensile strength of not less than 18,000 pounds per square inch.
Test bars of the metal 3 inches by J4 inch when broken transversely, 18 inches between supports and loaded in the center shall have a breaking load of not less than 1,000 pounds, and shall have a total deflection of not less than ^ of an inch before breaking. Said bars to be cast as near as possible to the above dimensions without finishing, but correction will be made by the water commissioner for variations in thickness and width, and the corrected result must conform to above requirements.
Specimen bars of the metal used, of a size and form suitable for testing, shall be prepared when required.
These specimen bars shall be poured from the ladle at any time, either before or after the casting has been poured, as may be required, and shall present a true specimen of the iron used for making the castings.
If any two test bars cast the same day do not show the required cross breaking load and deflection, all the castings made from the same mixture to be rejected.
Each valve shall have the maker's initials, the numbers showing point in time of casting, and the year cast upon it. The year above and the number below, thus: AJ^JUt^ JLl2tilLt ctc.
The figures and letters will be from 2 to 2 }4 inches long, and shall have at least % inch relief.
All the wrought iron used shall be of the first quality of American refined iron.
All the composition metal used, except the valve stem, shall be composed of the following proportions, viz: 85 per cent, copper, 10 per cent, tin, and 5 per cent, spelter; and shall have a tensile strength of not less than 22,000 pounds per square inch, with 5 per cent, elongation in 8 diameters, and 5 per cent, reduction of area at breaking point.
All castings must conform in shape and dimensions to the drawings. The castings must be clean and perfect, without blow or sand holes, or defects of any kind. No plugging or other stopping of holes will be allowed.
The valve guides must be straight and smooth. Irregularities, if any, must be planed or chipped off smooth. All face joints must be planed true and smooth, in the most workmanlike manner, so as to make a perfectly water-tight joint, with a very thin layer of strictly pure lead cement.
All bolt holes must be accurately drilled from templates. The upper part of valve to be finished to receive the valve stem, collar and stuffing box, and the fitting at this point must be such as to secure a perfect working joint.
The valve to be a two-faced wedge valve; the castings for same to be as shown on drawing. Th<k raised rims to be turned